ПА от 2 oe езда 


Work Order ID 87602 ` — i А s 
: ga eke 12 70:53:20 AM ` 7662+ 


Page | Е 


Revision ID: - 
hh E 


MN лат +۴ uy sert *NIS1* 


E Item Name: Aft Tube Азау ^ 


Stop ж * 
E smi ag | » *NS2 
^. Start:Date:,. 71012 Start Qty: 1.00 ы Бы Cust Item ID: j 
I Recuitgd: ‘Date: 851/12 ۔‎ Req'd Qty: 1.00 2 * Customer: 
E - Reference: Е | | 
E * 
zs ДА Eg NK PM DE | = REO precem Run Start Ж х 
Approvals: Process Plan: MUL ت‎ Date: j va Tooling: "mE Date:  — š i N R 1 
E Stop 
E QC: e - Date: SPC (Y/N): Date: *N R^? * 
7 Sequence ID/ | Operation - ` SetUp/ = ToolD Tool # Plan Accept Reject Reject Insp. 
+ Work Center ID. Description | Run Hours _ Code My Qty Number Stamp 
| Draw Nbr > . _ Revision Nbr | * 
に m j 
| D3391 I DO 
100 0.00 mM m ーー = 
-*1nn* | MORI SEIKI СМС LATHE LARGE / 
2 - * 
Mori Seiki Memo 0.00 z g グ ; 
Mori Seiki CNC Lathe Large Turn as per Folio FAS99 Rev: 4 & Dwg D3391 Rev: Ша 2 7714 E 
"PEE 12/0 
QC2- Inspect parts off machine FAI/FAIB 0.00 | | 


 \2/0]! 


2 | s シイ (2 [0 6.1% ü 


* 4 2 n * HAAS CNC VERTICAL MACHINING #1 ( ef 
HAAS 1 | | " 2 Memo Ж. ۱ 0.00 | I 7 
HAAS CNC vertical machine #1 1-Machine as per 'Folio FA 599 Rev & Dwg D3391 Rev: r 
2-Deburr 
& 


| ы 
| шегу [ ООА: Date: 
| NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


1 

x Rework Skid-tube Crosstube Water let Engineering 
| Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
| Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 
| NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


| t s FAUTCATEGORY | FAULT t s FAUTCATEGORY | 
Landing Gear General : 
m Bending m Bend = Grain Ovalized Pressure/Forced 
m Centre Not Concentric to O/S B BOM/Route m Hardware Over/Under tolerance Temperature/Cure 
ES Cracks 8 Broken/Damaged || Inspection Incomplete Part Incorrect Weld 
| Crushed/Crimped. І a Burrs E Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
a Cuffs | Contamination | ш Maintenance . Part Moved 
| | Heat Treat N Countersink 3 Ш Mislabeled Positioned Wrong 
m Inspection Strip in Tube lš Cut Too Short | B Misread Power Loss/Surge | Other 
| [Ripples in Bend | [Drill Holes ^| offset | 
Е Torque Waves іп Extrusion | | Drawing l Out of Calibration 
E Turning Sequence и Finish | Out of Sequence 


а Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


ш Folio 


Е Outside Dimensions 


^W 


Order ID 87602 


1210:53:20 AM 


Page 2 


ха 


*NS1* 


Hem H D3391-015 Accept *NO00040 4002 Setup Start 
г Revision ID: I 
Tage Stop + * 
TI М : Aft Tube Assembl : 
gem ame ube y NS? 
‘Start Date: 7/10/12 Start Qty: 1.00 ы و‎ Cust Item ID: 
Required Date: 8/31/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
i E li Run Start x * 
Approvals: Process Plan: Date: . Tooling: Date: _ N R 1 
Stop 
QC: Date: SPC (Y/N): _ pate: * N R 2 ж 
Sequence ID/ Operation Set Up/  ToolID  Tool£ Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Gode Oty Qty Number Stamp 
130 QC2- Inspect parts off machine FAI/FAIB 0.00 Ze 2 
た る 
*120* еы з © Y 
QC Memo 0.00 
Quality Control 
'QC8- Inspect parts - second check 0.00 ЧАЎ А 
АПК *-& 
Memo 0.00 
рашу Control 
° 0.00 
5 n * Skidtubes 
S ۱ Skidtubes Memo 900 
Skidtubes 1-Drill ( PILOT HOLE) aft cap holes per Dwg D3391 using DT8803 — D< 72. И д 7 16 


NCR: Yes / ٥ 


Work Order:. | 
Part No. 


NCR. No. 


Landing Gear 


TE Bending 


| | Centre Not Concentric to O/S 


8 Cracks 


ll Crushed/Crimped. 

i Cuffs 

N Heat Treat 

m Inspection Strip in Tube 

| Ripples іп Bend 

E Torque Waves in Extrusion 

| Turning Sequence 

۱ Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


DOA: 


WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Water Jet 

Prod. Eng. Coor. 
Rec/Store/Packaging 
Supplier 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


Crosstube 
Small Fab 
Finishing 
‘Composite 


Rework 

Scrap 

Use-as-is 

Work Order Update 


Engineering 
Quality 
Other 


FAULT CATEGORY 


` General 


BOM/Route‏ ا 

B Broken/Damaged 
Burrs ` 

| Contamination 

E Countersink 

a Cut 68 Short 

| [Drill Holes 

NH Drawing 

| Finish 

| [Folio 


m Grain 

Е Hardware 

Nm Inspection Incomplete 

gn Instructions Incomplete/Unclear 
m Maintenance 

| |Mislabeled 

| | Misread 

| | Offset 


Nm Out of Calibration 
Nm Out of Sequence 
| | Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect | 
Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


m Other 


`x 


` July-23-12. 10:53:20 AM 


) < Work Order ID 87602 


*R7602* —— 


Page 3 


D3391-015 


Accept 


“*Nannnaninn* 


Item ID: Setup Start * * 
* Revision ID: | : N S 1 
* [tem Name: Aft Tube Assembly Stop * N S 2 * 
^ “Start Date: 7/10/12 Start Qty: 1.00 و‎ Ed Cust Item ID: - 
Required Date: 8/31/12 Req'd Qty: 1.00 *4 * Customer: | 0 E 
= Reference: » ES К 
Run Start ж Ж 
Approvals:.. Process Plan: Date _  . Tooling: Date: РЕС N R 1 E 
` Sto cen 
QC: Date SPC (Y/N): Date: I P x NR2* &: 
E "Sequence ID/ Operation Set Up/ ToolID Тоо# Plan Accept Reject Reject Insp. - 
| Work Center ID Description Run Hzurs Code Qty Qty Number Stamp 
2 160 0.00 
f *480* BENDING MACHINE - SKIDTUBES _ pe 12 flo / lb 
ےپ‎ 01 Мае 0.00 
NC Delta 100 Bender Form as per Dwg D3391 
rid 
QCS- Inspect part completeness to step on W/O 0.00 Оду Rx 
š к, ж 
7(Y* 03, ےا‎ 12-0204, (2 
= Memo 0.00 “Ses 


t 


(Quality Control. - 


Work Order: 


Part No. 


Landing Gear € MEN 


m Bending 


E Centre Not Concentric to O/S 


m Cracks 


N Crushed/Crimped. 

ië Cuffs 

= Heat Treat 

Wë Inspection Strip in Tube 

| Ripples in Bend 

m Torque Waves in Extrusion: 

E Turning Sequence 

E Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


E 
内 


WORK ORDER NON-CONFORMANCE / UPDATE 


DISPOSITION 


Rework um 


U 
Work Order 


ү, i General 
Ш Вепа 
| |BOM/Route 
780 
E Burrs 
E Contamination 
m Countersink 


zas 


1 ZH Cut Too Short 


1 Drill Holes 
f) Drawing 
ш Finish 

| [Folio 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


Scrap ill 
se-as-is 


Update Ë | 


FAULT CATEGORY 


| "Grain 
NH Hardware 


: 


| inspection Incomplete 


m Instructions موس‎ езг 


Е Maintenance 
Е Mislabeled 


۱ Misread 
| Offset 


| Out of Calibration 
m Out of Sequence 


и Outside Dimensions 


DQA: 


AGAINST DEPARTMENT/PROCESS 
Crosstube Water Jet 
Small Fab Prod. Eng. Coor. 
Finishing Rec/Store/Packaging 
Composite Supplier 


Ovalized 

Over/Under tolerance 
Part incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 


Power Loss/Surge 


y 


Root ~ Description of work order updaté Initial Action Sign & 
Cause Date | Step Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


Eneas 
Quality 
Other 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


g Other 


* * 
*R7602* Page 4 
Accept * * 
I N9n0040100* ses *NS4* 
RevisiondD: 
Item Name: · Aft Tube Assembly Stop * N Q 2 * 
Start Date: 7/10/12 Start Qty: 1.00 *4 * Cust Item ID: 
'* æ Required Date: 8/31/12 Req'd Qty: 1.00 : *4* Customer: 
Reference: 
i . xd Run Start x * 
Approvals: Process Plan: Date Tooling: Date: N R 1 
Sto 
Qc: Date: >» SPC (Y/N): Date: Pox NR2* 
Sequence ID/ Operation Set Up/  ToollD Тоо# Plan Accept Reject Reject Insp. 
Work Center 1D Description Run Hours Code Qty Qty Number Stamp 
180 3 : 0.00 | 
ok 4 Q n* Skidtubes 
Skidtubes Memo 0.00 
Skidtubes 1-Open Aft cap pilot hole to .208" as per Dwg D3391 


E 


2-Drill float bag holes using DT8809 as per Dwg D3391(All holes) 


3-Drill wearplate holes as per Dwg D339] using DT8878(Mid Tube) & DT8217 
Wearplate Jig . 
"eee DS Bot Open To Finished Size***** 


4-Drill Wearshoe holes as per DWG D3391 using DT8939 locating from 2 
previously drilled aft wearplate holes. 


5-Open wearplate holes to 0.250" and c'bore as per dwg D3391 


6-Open up all wearshoe , wearpiate to 0.297"and float ee holes to 0.328" as per 


Dwg D3391. 
391 
7 の < 7? ん Ñ ん А 


7- Tranfer holes from 03391-013 for electric step. Open holes as рег dwg D3 
section cc-cc 


8-Deburr 


حر ور Ce.‏ 


DQA: 
WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: 
Engineering 
Quality 
Other 


NCR: Yes / No 


AGAINST DEPARTMENT/PROCESS 


Water Jet 
` Prod. Eng. Coor. 
Rec/Store/Packaging 


Supplier 


| DISPOSITION 
x Work Order: 


Crosstube 
Small Fab 
Finishing 
Composite 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


Rework 

Scrap 

Use-as-is 

Work Order Update 


Part No. 


NCR No. 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


Landing Gear 


E Bending 


Е Centre Not Concentric to 0/5 


| | Cracks 


| Crushed/Crimped. 

E Cuffs 

Е Heat Treat 

mB Inspection Strip in Tube 
m Ripples in Bend 

lš Torque Waves in Extrusion 
N Turning Sequence 

Nl Wave/Twist in Tube 


General 
| |Bend 
N BOM/Route 
| |Broken/Damaged 
= Burrs 
E Contamination 
E Countersink 
| | Cut Too Short 
| [Drill Holes 
Е Drawing 
ш Finish 
| [Folio 


FAULT CATEGORY | LT CATEGORY 


ш Grain 

E Hardware 

m Inspection Incomplete 

m Instructions Incomplete/Unclear 
| | Maintenance 

| | Mislabeled 


N Misread 
E Offset 


E Out of Calibration 
E Out of Sequence 
| | Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


и О{һег 


> 


Work Order ID 87602 
July-23-12 10:53:20 AM | 


*876n2* 


Page 5 


Item ID: D3391-015 Accept * N 00060 1 nn* Setup Start *N Q 4 * 
: Revision ID: i Е 
` "Kem Name: Aft Tube Assembly SOS ہج‎ N S 2 P 
‘Start Date: 7/10/12 Start Qty: 1:00 #4# Cust Item ID: 
Required Date: 8/31/12 Req'd Qty: 1.00. *4* Customer: 
Reference: uc 
CE UN | Run Start Ж * 
Approvals: ^. Process Plan: : Date: . Tooling: Date: N R 1 
Pues Sto 
- ` Date SPC (Y/N): Date: " *NR2* 
Sequence ID/ Operation : eu + wt Set Up/ ` Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID `- ..- ¿Description 5 ` Run Hours Code Qty Number Stamp 
190 | .QCS- Inspect Dart completeness to step on W/O 0.00 
*10n* E Os 
QC Memo 0.00 i, де, ) g s 7 ( 
Quality Control 
200 Chemical Conversion Coat per QSIO05 4.1 0.00 
&onn* WG ور‎ / 
HandFinish Memo 0.00 E 
Hand Finishing 
| 
205 QC7-Inspect Chemical Conversion Coat 0.00 EN 
*9NR* | OAS /2.-/е2- y t 
Qc Memo 0.00 J Z А А 3 
Quality Control 


ООА: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial ` Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT [oo —FAULTCATEGORY ПО 
Landing Gear . ' General | 
в Bending ا‎ 80 | E Grain | Ovalized Pressure/Forced 
a Centre Not Concentric to O/S | BOM/Route | Hardware Over/Under tolerance Temperature/Cure 
m Cracks m Broken/Damaged E Inspection Incomplete Part Incorrect Weld 
Е Crushed/Crimped. | ш Burrs | | instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
lš Cuffs an Contamination 7 Maintenance Part Moved 
Е Heat Treat ? Е Countersink ۱ Mislabeled Positioned Wrong 
E Inspection Strip in Tube ш Cut Too Short | Misread Power Loss/Surge || Other 
| Ripples in Bend Е Drill Holes m Offset ۱ 
l Torque Waves in Extrusion | Drawing m Out of Calibration 
ш Turning Sequence E Finish lš Out of Sequence 


m Wave/Twist in Tube 
H:/FORMS/Quality AssuranceVapproved QA/NCRWO Rev G 


| |Еопо 


E Outside Dimensions 


Work Order ID 87602 ` 
„July-23-12 10:53:20 АМ 


Page 6 


D3391-015 


Item ID: Accept *N 900040 1 (00. Setup Start *N Q 1 * 
‘Revision ID: Š ` 
Item Name: Aft Tube Assembly Stop * N Q 2 * 
Start Date: 7/10/12 Start Qty: 1.00 *4* Cust Item DD: 
‘Required Date: 8/31/12 Req'd Qty: 1.00 *4* Customer: 
— ference: «е " 
alte ^ Run Start *N ۲ 1 * 
‘Approvals: Process Plan: . .. Date: Tooling: Date: E 
id Sto 
QC: Date SPC (Y/N): Date: Р *NR2* 
Sequence ID/ Operation Set Up/ ToolID Тоо# Plan Accept Reject Reject Insp. 
Work Center ID Description Pun Hours Code Qty Number Stamp. 
210 0.00 
* の 4 n* Skidtubes 
“Skidtubes Memo 0.00 
Skidtubes 1-Install crossbolt spacers per dwg D3391 7 j 4 / 
A/R Magnabond 6398 batch: 20666 Dc 12 / 5/ 
2- Grind flush 
220 QCS- Inspect part completeness to step on W/O 0.00 «РӘ x AMMU : 
#2208 ха | 
QC. Memo ` o0 >S 
Quality Control 
225 Pressure Wash per QSI005 4.3 0.00 & > WV 
*225* ダグ ` 
HandFinish Memo 0.00 i iQ / O ó 
Hand Finishing AND REALODINE AS PER PAR09-043 2 | 


| ООА: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


Doc/Data 

Equip/Tooling — 
m 
ll | [| a 


FAULT ро FAULT CATEGORY O 
Landing Gear General 7 
[^j Bending | | | Bend | Grain Ovalized Pressure/Forced 
а Centre Not Concentric to O/S m BOM/Route Е Нагамаге Over/Under tolerance Temperature/Cure 
= Cracks — E Broken/Damaged и Inspection Incomplete | Part Incorrect Weld 
Е Crushed/Crimped. | E Burrs m Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
m Cuffs کا‎ Contamination | Maintenance Part Moved 
m Heat Treat | Countersink m Mislabeled Positioned Wrong 
E Inspection Strip in Tube m Cut Too Short a Misread Power Loss/Surge ml Other 
۱ Ripples in Bend | | Drill Holes а Offset 
m Torque Waves in Extrusion g Drawing m Out of Calibration 
gH Turning Sequence B Finish lš Out of Sequence 


m Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev 6 


E Folio 


Outside Dimensions 


` Work Order ID 87602 * *R 7 6 n 2 * Page 7 
July-23-12 10:53:20 AM 
Item ID: D3391-015 koe * N annnan 4 (00. Setup Start * N S 1 * 
‘Revision ID: ` 
“Item Name: Aft Tube Assembly Stop * N S 2 * 
‘Start Date: _ 72 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 8/31/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
m Run Start x * 
Approvals: Process Plan: | | Date _ Tooling: По Date: N ۶ 1 
"e Stop 
: : Е х х 
QC Date SPC (Y/N) Date N R ク 
Sequence ID/ Operation С Set Up/ Tool ID  Tool£ Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
230 White Gloss(Ref:4.3.5.1) per 051005 4.3-Alum 0.00 . ング 
* つ 40* | / X 
P owdercoat Memo 7 Se の 0.00 [= 1⁄4 / A 
Powder Coating ў START TIME: // の 
¢ OVEN TEMPERATURE: _ o9 
MA \ 4 ] 4, FINISH TIME: А 22 
240 QC3- Inspect Part Finish 0.00 
SE 
QC Memo 0.00 | * d Е 2 


Quality Control 


DQA: Date: 
“NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite . Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT E  FAULTCATEGORY Û 
, Landing Gear | General 
| Bending Bl Bend ۱ Grain Ovalized Pressure/Forced 
ied Centre Not Concentric to O/S m BOM/Route E Hardware ۱ Over/Under tolerance Temperature/Cure 
Е Cracks ` RB Broken/Damaged m Inspection Incomplete m Part Incorrect Weld 
an Crushed/Crimped. ۱ Burrs | Instructions Incomplete/Unclear Part Lost/Missing ۱ Wrong Stock Pulled 
E Cuffs Е Contamination ш Maintenance Part Moved 
E Heat Treat m Countersink ۱ Mislabeled Positioned Wrong 
a Inspection Strip in Tube m Cut Too Short a Misread Power Loss/Surge N Other 
| Ripples in Bend m Drill Holes ш Offset 
m Torque Waves in Extrusion ۱ Drawing | Out of Calibration 
m Turning Sequence i: 1] Finish | Out of Sequence 


۱ Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


۱ Folio 


m Outside Dimensions 


Work Order ID 


July-23-12 10:53:20 AM 


Page 8 


-Item ID: D3391-015 *NOOOOAO01 O00* Setup Start FAIS 1 * 
‘Revision ID: E дас 
“Item Name: Aft Tube Assembly Stop * N Q 2 * 
‘Start Date: 7/10/12 Start Qty: 1.00 *4* Cust Item ID: 
'Required Date: 8/31/12 Req'd Qty: 1.00 * 4 * Customer: 
Reference: 
тон, Run Start x * 
*Approvals: Process Plan: Date Tooling: Date: N R 1 
Stop 
: D PC (Y/N): : * * 
QC ate SPC (Y/N) Date N RI 
‘Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp , 
250 0.00 МЕ: f 
хо È n* HandFinishing للا‎ x / 
HandFinish Memo 0.00 |< : の Се | H 04 
Hand Finishing / 1-Install inserts per dwg D3391 - a 
/ 2-Install Aft Cap as per Dwg D3391 
22900 A AA 23 0 と う 
Sikaflex expiry date: 
"4 3- INSTALL WEARPLATE AS PER DWG 
260 QCS- Inspect part completeness to step on W/O 0.00 
* * | OAS TT 
ока ۱۱م( 36ب‎ 
QC Memo 000 "em 
Е او‎ Control GG 


D 
E 


^a 
` 


NCR: Yes / NO 


Work Order: 


Part No. 


NCR No. 


Landing Gear 


ll Bending 


m Centre Not Concentric to O/S 


E Cracks 


E Crushed/Crimped. 

o] Cuffs 

lš Heat Treat 

Inspection Strip in Tube‏ ا 

N Ripples in Bend 

Torque Waves in Extrusion 

и Turning Sequence 

а Wave/Twist іп Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


DQA: 


WORK ORDER NON-CONFORMANCE / UPDATE 


DISPOSITION 


Rework 
Scrap 


Use-as-is 


Work Order 


General 
lš Bend 
| |BOM/Route 
| |Broken/Damaged 
m Burrs 
ш Contamination 
E Countersink 
8 Cut Too Short 
| Drill Holes 
m Drawing 
| [Finish 
E Folio 


Update 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


FAULT AUT CATEGORY 


۱ Grain 
E Hardware 


Я‏ تس 
E Inspection Incomplete‏ 
К‏ 3 
instructions Incomplete/Unclear‏ | 


lš Maintenance 
Í Mislabeled 
۱ Misread 

EN Offset 


E Out of Calibration 
m Out of Sequence 


и Outside Dimensions 


Crosstube 


Composite 


QA Closed: 


AGAINST DEPARTMENT/PROCESS 


Small Fab 
Finishing 


Ovalized 

Over/Under tolerance 
Part incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Water Jet 

Prod. Eng. Coor. 
Rec/Store/Packaging 
ier 


Suppli 


Engineering 
Quality 
Other 


| Root Description of work order update Initial Action Sign & 
| 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| Other 


July-23-12 10:53:20 AM 


*@76N2* | 


Page 9 


Item ID: D3391-015 *٭‎ 1 (00 Setup Start *NS 4 * 
Revision ID: : ` 
‘Item Name: Aft Tube Assembly Stop * N S 2 * 
Start Date: 7/10/12 Start Qty: 1.00 а * Cust Item ID: 
Required Date: 8/31/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
E Run Start + ak 
Approvals: Process Plan: Date: Tooling: Date: N R 1 
Sto 
QC: Date: SPC (Y/N): Date: Pox N R 2 * 
Sequence ID/ | Орегайоп Set Up Too! ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description I Run Hours Code Qty Qty Number Stamp  . 
270 Identify as per dwg & Stock Location: Lk) VO. 0.00 m | 
Odit -34t- ou | | | 
*O7N* 094540 ` ми re 
20 < А оң 
ackaging Memo 0.00 
Packaging | 
280 QC21- Final Inspection - Work Order Release 0.00 2 
*ogn* lala) 
QC Memo 0.00 
Quality Control 


DOA: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Smail Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root Description of work order update initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT С FAUTCATEGORY | 
Landing Gear . General 
E Bending Ш Вепа E Grain Ovalized Pressure/Forced 
и Centre Not Concentric to O/S Е BOM/Route Е Hardware | Over/Under tolerance Temperature/Cure 
| | Cracks m Broken/Damaged m Inspection Incomplete Part Incorrect Weld 
gn Crushed/Crimped. E Burrs Ы Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
a Cuffs E Contamination | Maintenance Part Moved 
o] Heat Treat پا‎ Countersink Bi Mislabeled Positioned Wrong 
۱ Inspection Strip in Tube и Cut Too Short ۱ Misread Power Loss/Surge E Other 
a Ripples in Bend NH Drill Holes m Offset 
и Torque Waves in Extrusion m Drawing Е Out of Calibration 
E Turning Sequence | | | Finish a Out of Sequence 


Wave/Twist in Tube‏ ا 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G‏ 


E Folio 


и Outside Dimensions 


Picklist Print 
July-23-12 10:53:19 AM 


Work Order ID: 87602 


Parent Item: D3391-015 

Parent Item Name: Aft Tube Assembly 

Comments: IPP revA 05.12.13 New issue 
IPP revB 06.02.09 Dwg @revD 
IPPrevC 07.03.13 dwg @revl 
IPPrevD 07.10.31 есп 1053P 
IPP Rev:E ЕСМ 1056 07-11-13 


ІРР Rev:F 08-09-10 revH as per dwg DD verified by:EC 


DD verified by:JLM 


EC 

EC 

ec 

EC 

DD verified by: EC 


Start Date: 7/10/12 
Start Qty: 1.00 


ІРР Rev:G 11.11.14 AS PER REVI 


ンク 
Required Date: 8/31/12 
Required Qty: 1.00 


Component Item ID/ 


Qty on 


20 Replacement Mfg/ Bin Primary Last Route Unit of Qty per Kit Total Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
ALS4-1032-130 — Purchased No 250 Each 2,899.0000 4 | 14 
Insert y He а од. 
ALOT Й Те 32 、1 26 Location Loc Oty Loc Code І 

ST280 205 ۸۸۱۰ 463 Vig ии 
119084 116 
120671 89 
ST281 2544 
120807 36 
120837 8 
122474 2500 
ST282 150 
121269 150 
ALS4-1032-225 Purchased No 250 Each 2,462.0000 8 8 
Insert МЇ aluloa 
Location Loc Qty - Loc Code 
FP-B 2019 
122290 2019 
ST281 420 хо 
108696 146 
110768 62 
118386 55 
118966 68 
121269 89 
ST282 23 
120410 10 
120451 13 


DQA: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 

Skid-tube Water Jet 
Machining 

Thermoforming 


Large Fab 


Crosstube 
Small Fab 
Finishing 
Composite 


Rework 

Part No. Scrap 
Use-as-is 

Work Order Update 


Engineering 


Prod. Eng. Coor. Quality 
Rec/Store/Packaging Other 
Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


NCR No. 


FAULT LLL FAULTCATEGORY | 


Landing Gear 


ш Bending 


и Centre Not Concentric to O/S 


E: Cracks 


| Crushed/Crimped. 

и Cuffs 

B Heat Treat 

E Inspection Strip i in Tube 

a Ripples in Bend 

| Torque Waves in Extrusion 

o] Turning Sequence 

m Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


General 
| |Bend 
| |BOM/Route 
i вгскергратавеа 
Burrs 
۱ Contamination 
N Countersink 
E Cut Too Short 
۱ Drill Holes 
lš Drawing 
[Finish 
| {Folio 


| |Grain. 


: E: Hardware 


m Inspection Incomplete 

m Instructions Incomplete/Unclear 
а Маіпїепапсе 

E Mislabeled 


Misread‏ ا 
Offset‏ | | 


E Out of Calibration 
NH Out of Sequence 
o] Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


и Other 


Picklist Print 


D3391-015 
Aft Tube Assembly 


Parent Item: 
Parent Item Name: 


ALS4-428-165 
Inserts 


Purchased No 


No 


AN3C4A Purchased 


BOLT 


AN3CSA 
Bolt 


Purchased No 


Location 
FP002 


Location 
ST350 


Location 
FP001 


ST350 


114172 
117769 


120187 
120521 
120769 
121205 
121556 
122151 
122416 


115835 


116419 
117343 
117764 
117872 
119749 
120423 
121255 
121708 
122141 


-5 


250 


Loc Qty 
437 
18 
419 
250 


Loc Qty 
3456 


Page 2 7 


Start Date: 7/10/12 
Start Qty: 1.00 


Required Date: 8/31/12 
Required Qty: 1.00 


Each 437.0000 4 4 
А ululoa 
Loc Code 
_ ¥ 
Each 3,456.0000 6 6 
A T M loa 
Loc Code 
۸۱9م‎ Ce — Xle 
Each 1,335.0000 4 4 
AL وملا‎ 
Loc Code 
۸ ЕЕ. ЕО ہیں‎ 


я جو وت‎ eee رج‎ т ES Page 2 


DQA: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Smali Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing . Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root 00 of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT [о о FAULT CATEGORY کت ان ساس‎  _ j| 
Landing Gear | General 
ш Bending i Bend الا‎ Grain Ovalized Pressure/Forced 
и Centre Not Concentric to O/S ا‎ BOM/Route NH Hardware Over/Under tolerance Temperature/Cure 
| Сгаскѕ m Broken/Damaged m Inspection Incomplete Part Incorrect Weld 
m Crushed/Crimped. lš Burrs m Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
۱ Cuffs | E Contamination E Maintenance Part Moved 
E Heat Treat ш Countersink BE Mislabeled Positioned Wrong 
ш Inspection Strip in Tube m Cut Too Short а Міѕгеаа Power Loss/Surge Е Other 
E Ripples in Bend ۱ Drill Holes | Offset 
m Torque Waves in Extrusion ۱ Drawing | Out of Calibration 
E Turning Sequence m Finish и Out of Sequence 


E Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


| Folio 


Outside Dimensions‏ الا 


Ттт ает 
ibi 0و‎ š Ez پ7‎ nn ИСА شوپ‎ r peces i 
Picklist Print Page 3 
July-23-12 10:53:19 AM 
Work Order ID: 87602 
Parent Item: D3391-015 Start Date: 7/10/12 Required Date: 8/31/12 
Parent Item Name: Aft Tube Assembly i Start Qty: 1.00 Required Qty: 1.00 
_AN960C10L NAS1149C0332R Purchased No ` 100 Each 21.0000 10 wh 10 | | 
washer X انا‎ О ۹ 
| E f Location Loc Qty Loc Code 
п | ST 21 ۱۶38م‎ 9 а. 
ў І 107534 21 
02646 Manufactured № 250 Each 75.0000 1 1 
Aft Cap للل‎ ul | oq 
| Location Loc Qty Loc Code 
FP002 ‚©. 75 ۹۵۹5م‎ — WI 
62678 5 
68280 5 
70945 1 
71070 2 
73294 1 
73825 2 
79562 4 
81974 25 
85443 30 
`р3670-4-260 Manufactured . No 250 Each 98.0000 14 "Ла 
SPACER の と (2 //0 / Sf. 
1 | Location (290$ lo Loc Qty Loc Code (4) 
Уоли: f | LG f 46 
Ñ UR ` 80360 40 
| 84504 i 6 
13001 52 
78606 | | 
81972 - 7 
85460 : 41 
July-23-12 10:53:19 AM dE ЕСИ m Shop Packet Print —— TUS iE i Page 3 


: DQA: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


Root Description " work order update Initial Action Sign & 
Cause Date | Step | ۷ or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULTCATEGORY — — üO CATEGORY‏ ا 
Landing Gear : General‏ 
Ш Bending | | Bend m Grain Ovalized Pressure/Forced‏ 
E Centre Not Concentric to O/S и BOM/Route Wi Hardware ۱ Over/Under tolerance Temperature/Cure‏ 
E Cracks | Broken/Damaged | ш Inspection incomplete Part incorrect Weld‏ 
E Crushed/Crimped. E Burrs m Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled‏ 
[Cuffs | [Contamination | |Maintenance Part Moved‏ | 
E Heat Treat Е Countersink Е Mislabeled Positioned Wrong‏ 
NH Inspection Strip in Tube m Cut Too Short : m Misread Power Loss/Surge E Other‏ 
m Ripples in Bend | Drill Holes E Offset‏ 
m Torque Waves in Extrusion a Drawing x Out of Calibration‏ 
Turning Sequence m Finish Е Out of Sequence‏ 


N Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


a Outside Dimensions 


| [Folio 


LES 


ど 


Picklist Print 
July-23-12 10:53:19 AM 


* Wark Order ID: 87602 
Parent Item: D3391-015 
Parent Item Name: Aft Tube Assembly 
03672-1 


Phenolic Washer 
Е 


D4095-047 
Wearpad Assembly 


D4095-049 
Wearpad Assembly 


D6014-090 
ALUMINUM EXTRUSION 


Manufactured 


Manufactured 


Manufactured 


Manufactured 


No 


No 


250 
Location Loc Qtv 
ST060 1352 
72229 4 
76277 13 
80369 325 
83608 500 
85222 510 
250 
Location Loc Oty 
FP001 8 
85498 8 
250 
Location Loc Oty 
FP002 - 24 
81612 4 
85613 12 
86246 8 
210 
Location Loc Oty 


LG 66 
77332 26 
40 


Each 


Each 


Each 


Each 


Page 4 


Start Date: 7/10/12 
Start Qty: 1.00 


Required Date: 8/31/12 
Required Qty: 1.00 


1,352.0000 2 3l い | б С, 
Loc Code 
_ ¥ 
8.0000 1 JA ! 5 d a 
Loc Code 
24.0000 1 Jak 1 ul T oS, 
Loc Code 
yn 
66.0000 бо 
Loc Code | 


а ¿Ç 12-00-10. 


July-23-12 10:53:19 AM 


` Shop Packet Print 


DQA: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Skid-tube Crosstube Water Jet Engineering 


Rework 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 
NCR No. Work Order Update Large Fab Composite Supplier | 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


| 
| 
| 
| 


FAULT E —FAULTCATEGORY OS 
Landing Gear : General 
E Bending N Bend ا‎ Grain Ovalized Pressure/Forced 
lll Centre Not Concentric to O/S a BOM/Route Е Hardware Over/Under tolerance Temperature/Cure ^ 
m Cracks ш Broken/Damaged E Inspection Incomplete Part incorrect Weld... I u 
۱ Crushed/Crimped. Е Виггѕ m Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
N Cuffs Е Contamination : | | Maintenance Part Moved 
| Heat Treat | |Countersink N Mislabeled Positioned Wrong 
В Inspection Strip in Tube i Cut Too Short и Misread | Power Loss/Surge = Other 
NH Ripples in Bend Ri Drill Holes u Offset i 
l Torque Waves in Extrusion || Drawing Е Out of Calibration 
| Turning Sequence ië Finish : m Out of Sequence 
| |Wave/Twist in Tube | [Folio - | [Outside Dimensions 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


Inspection Dwg: D3391 


“Work Order: | £352. ]* 
Ll DERE: eae 
Part Number: 03391-3-«. 


Rev: 


Drawing 


Dimension 


ots э‏ ھت 
Page toft |‏ | . _ | 
FIRST ARTICLE INSPECTION CHECKLIST‏ 


Actual 
Dimension 


Tolerance 


5. oq 


“30° x 0.060 
chamfer 


Measured by: 


Audited by: |‏ کا 


っ Na 4 7 
59. سے 2 ےج‎ Е 
“82 "HAAS Section ^ 


MM 


©з, 


(se ТТТ e2 


ELIT | 
Р ова c اخ‎ pe cs 
e 


0.687 
R0.062 
20.484 


1.526 

7.500 +/-0.010 
27.750 +/-0.010 
31.750 +/-0.010 
35.250 +/-0.010 
3.300 +/-0.010 
0.200 


34.) 52 ーー [з= сак 
: 
ma — S 
я 
に 
+0.010/-0.000 | - 27 as a er eos 


+/-0.010 „o と を 


+0.005/-0.001 | . фу -- 


ーー 


Audited by: ja Í ] Dates| Za//2/Z5- | 
l Q an 


12.05.15 


11.06.21 


Dwg Rev updated 


12.05.23 


Dimension updated 


[KJ d 


D3391-011 
FWD TUBE ASSEMBLY N 


D4095-051 
WEARSHOE 
REF 


AN3C4A BOLT (1) 
AN960C10L WASHER (1) 
4PL 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


WEARSHOES 


TRANSFER DRILL THRU 
03391-011 OPEN TO 


120.438.0.006 


MS27039C4-12 SCREW 
D3672-3 WASHER 
AN960C416L WASHER 
4PL 


D3391-013 
MID TUBE ASSEMBLY 


+0.005 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


D3391-015 
— AFT TUBE ASSEMBLY 


A 


D3391-041 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 
SLE ASSEMBLY PARTS LIST 


B à 
Í QTY [PARTNUMBER | DESCRIPTION 
L044 
L X  ]D3391041 FLOAT SKIDTUBE ASSEMBLY 


03391-011 


FWD TUBE ASSEMBLY 
MID TUBE ASSEMBLY 


D3391-015 


AFT TUBE ASSEMBLY 


03591-1 


BUSHING 


D3672-3 


WASHER 


ーー ビー に イー 


A 
ANS60C10L WASHER 
4 MS27039C4-12 SCREW 
AN960C416L WASHER 


/ D4095-041 


WEARSHOE 


TRANSFER DRILL THRU 
D3391-011 OPEN TO 20.499 
AND INSTALL D3591-1 BUSHING 


D4095-045 AN3C4A BOLT (1) 
WEARSHOE AN960C10L WASHER (1) AN960C10L WASHER 
А 20PL 6PL 
0 
SHOP CX P Y 23391-041 ASSEMBLY 


RETURN TO 
ENGINEERING 
UNCONTROLLED COPY 
SUBJECT TO AMENDMENT 
WITHOUT NOTICE 


اس 


SRDE вс ll -CoC. 
WORK ice JER „7 
2. 
GENERAL NOTES к ° 7 | 
1). FINISH: — CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 


2) 


3) 
4) 
5) 


8) 


7) 


POWDER COAT WHITE (4.3.5.1) PER DART ОЗІ 005 4.3 A 
COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" 
AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. 
TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 
UNITS: INCHES UNLESS OTHERWISE NOTED 
USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES 
FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
WHERE INDICATED. 
FIT D4095-041 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH 
APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL £20.50 HOLES FROM SADDLE TO D4095-041 
FIT D4095-043 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH 
THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL 20.50 HOLES FROM SADDLE TO 04095-043 


۸۸367۸ BOLT 
AN960C10L WASHER 


F | REMOVE FWD SADDLE HOLE -011/-021 07.01.18 
E | CHANGE TOLERANCE, EASE MANUFACTURE LPH | бов | 
D | UPDATE TOLERANCE, CHANGE HOLE SIZE 
C | LENGTHEN AFT EXTENSION EE 05.09.27 
| в | DRAWING UPDATES ; PH 
| A | NEWISSUE PH 
REV. DESCRIPTION BY 


04095-043 
WEARSHOE 


ea e= D4095-047 
WEARPAD 
REF | 
> A 
D4095-049 
AN3C6A BOLT WEARPAD 
AN960C10L WASHER REF 


4 PL 


REMOVE GASKETS AND REPLACE ALL WEARSHOES: 
PARTS LIST UPDATE, ZN A8-1, ZN A8-2, ZN A6-4, 
j | ZN B6-8; LPS-3 COATING REMOVED FROM NOTE 2, 
ZN A3-1, ZN A3-2, REMOVED INSERT AELS-1032-130, | XDF 
ZN 86-4, B2-4, C7-8, C3-8; REMOVED HOLES, ZN 06-4 
ZN D2-4, ZN D7-8, ZN 03-8 

DRAWING UPDATED TO CURRENT STANDARDS. 
SHT 1 PL ADDED 03591-1 BUSHING. ZN C6 20.438 DIM 
WAS 4 PL. ADDED 20.499 DIM AND D3591-1 BUSHING. 
SHT 2 PL ADDED D3591-1 BUSHING. ZN C6 20.438 DIM 
WAS 4 PL. ADDED 60.499 DIM AND D3581-1 BUSHING. 
(FOR FURTHER INFO SEE DSI 9364 & NCR 08-074) 


REPLACE NAS INSERTS W/ AELS INSERTS 
6 SWITCH TO D3670-XXXX SPACERS FOR INSTALLING 
FLOAT BAGS, DWG REORGANIZED FOR CLARITY 


ADD 55 WEARSHOE, GASKET 


11.10.13 


H 08.08.20 


07.07.31 


REV. 
SHEET 1 OF 8 


DE APPR. d a 
DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
1 1. 10 THIS DOCUMENT #5 PRIVATE AND CONFIDENTIAL AND 15 SUPPLIED ON THE EXPRESS CONDITION THAT IT 3 
ارس‎ FOR NEED A EE ATE PEE 
re perge EE 


BEEN КЕЧОО PEE 


(9 


SEAL WITH SIKAFLEX-241/-291 

PRIOR TO INSTALLATION OF 

WEARSHOES 

D3391-021 

FWD TUBE ASSEMBLY 


TRANSFER DRILL THRU D3391-023 WEARSHOES 
D3391-021 OPEN TO MID TUBE ASSEMBLY AFT TUBE ASSEMBLY 


5 
0.438000 


g0 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


03391025 


D4095-051 
WEARSHOE 
REF 


AN3C4A BOLT 
AN960C10L WASHER 
4PL 


А D4095-041 


TRANSFER DRILL THRU 
D3391-021 OPEN TO 20.499 
AND INSTALL D3591-1 BUSHING 


WEARSHOE 


REF 
29) 5 سے و‎ 9/087 УУ D4095-043 
WEARSHOE /N, D4095-049 
AN3C6A BOLT WEABEAD 
AN3C6A BOLT AN960C10L WASHER НЕГ 
04095-045 AN3C4A BOLT AN960C10L WASHER 4PL A 
WEARSHOE AN960C10L WASHER 6 PL 


A 


D3391-043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 


QTY | PART NUMBER OESCRIPTION 
943 | 


X | D3387-043 _ FLOAT SKIDTUBE ASSEMBLY 


EN 
1 _: 03391-021 FWD TUBE ASSEMBLY 


1 03391-023 | MID TUBE ASSEMBLY 
1 | D3391-025 AFT TUBE ASSEMBLY 


iL] 


! D3591-1 ] BUSHING 
1 04095-041 | WEARSHOE 
i1 D4095-043 WEARSHOE 


j WEARSHOE 
WEARPAD 
WEARPAD 


| D4095-049 


2 
1 
1 
1 ! 04055-045 
1 
1 
1 


D4095-051 ] WEARSHOE 


| 


1 AN3C4A 


WASHER 


GENERAL NOTES 


1) 
2) 
3) 


4) 
5) 


6) 


7) 


20.50 
[> ey D4095-047 
4PL WEARPAD 


AN3C7A BOLT 
AN960C10L WASHER 
4PL 


20 PL 


D3391-043 ASSEMBLY 


FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 


POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 AN 
COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" DELEASE 
AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. 
TOLERANCES: PER DART 051018 UNLESS. OTHERWISE NOTED Ü) 
UNITS: INCHES UNLESS OTHERWISE NOTED `` 2011-11 0 4 


USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES 
FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
WHERE INDICATED. 

FIT D4095-041 TO SKIDTUBE WITH 02571 AND D2572 SADDLES INSTALLED WITH 
APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 


DART AEROSPACE USA, INC 


TRANSFER DRILL 60.50 HOLES FROM SADDLE TO D4095-041 DRAWN хр KENT, WA 

FIT D4095-043 TO SKIDTUBE WITH D2571 AND 02572 SADDLES INSTALLED WITH CHECKED h | DRAWING NO. REV. | 

THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD АМО AFT HOLES AND FG APPR NN |D3391 SHEET 2 OF 8 

TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-043 TITLE SCALE 
DE APPR. E. 412 FLOAT SKIDTUBE NTS 


COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
оси ON IDENT AND ts SUPPLIED ON TME EXPRESS CONDON AT ns 
اراہمت رو تاس یں مو رس‎ 
IUE VERG SON FROU DART VAM. 


PATE 11.10.13 


30.1 
DIST TO CENTER OF BEND 


13* REF 


DISTANCE TO 
TANGENT POINT 


REF 


D3391-1 CUTTING DETAIL 


D3391-011/-021 BENDING DETAIL, 
(MAKE FROM D6013-047 SKIDTUBE MATERIAL) 


(MAKE FROM D3391-1) 


03.750 50.031 3.300760 
REF 
@3.750 
REF 
23.460 
23.460 3.590555 
REF 23.460 03.750 
REF + 
7 Р ل‎ H cesses 
0.68770000 
B SECTION A-A SECTION B-B SECTION C-C \ 
SCALE 2X SCALE 2X SCALE 2X 


سی 


us -11-04 


A 5۶۵٥٥۸۰۰ | PH | DART AEROSPACE USA, INC 
8 VIEW 7-7 jorawn | xbF | KENT, WA 
SCALE AR lcHeckep — | kJ oRAWiNG No: REV. 1 
[MFG.APPR. | МО |1 SHEET3OF8 
متا‎ | AN [тп SCALE 
[ОЕ АРРА. __ Î لف‎ |412FLOAT SKIDTUBE NTS 


DATE COPYRIGHT 6 2005 BY DART AEROSPACE USA, INC 
1 1 10 13 ras DOCUMENT G PRIVATE AND CONFIDENTIAL AND I NIPPUED Ом THE EXPRESS CONDITION THAT IT IS. 
А . OTTO REUSED FOR л PURPOSE OR COPED ON COMRGCATED ГО ANY OTHER PERSON WITHOUT 


REFER TO 


DISTANCE TO DETAIL K 
FWD END OF 
D3389-1 WEB REFER TO 8. Ë € я us 
494 DETAIL J DISTANCE TO 
۷ E END OF WEB 
4.19 


DETAIL E . REF 
DETAIL IC 


DRILL THRU 21/64" (20.328) 


DETAILS CSINK 20.438 X 45° (BOTH SIDES) 03391-013 ASSEMBLY DETAIL А SCALE 4X 
SCALE 4X 12PL 


WELD INTO PLACE 


D3681-1 SPACER & GRIND FLUSH 
fen eMe REMOVE 0.225 


FROM TOP AND BOTTOM 
TO 3.800 
(0.7 FROM BOTH ENDS) 


cs] | - 次 DRILL 0.297 
INSTALL AELS-1032-130 INSERT REMOVE 0.030 
AFTER FINISH FROM TOP AND BOTTOM 
TYP | TO 3.610 
SECTION G-G SECTIONH-H 12PL SECTION X-X DRILL 0.297 SECTION Y-Y 
SCALE 5X SCALE 5X SCALE 5X INSTALL AELS-1032-130 INSERT SCALE 5X 
MS27039C1-09 SCREW 
D3672-1 WASHER 
ANS60C10L WASHER 
AFTER FINISH 
4PL 


D3391-013 MID TUBE ASSEMBLY PARTS LIST 


| WASHER __ де: SECTION M-M PRI don SECTION LL-LL 


WASHER А DETAIL Е SCALE 5X SCALE 5X 
D3681-1 SPACER SCALE NONE 


AELS-1032-130 
ALS4-428-165 
ав DART AEROSPACE USA, INC 
MS27039C1-09 DRILL 20.391 x KENT, WA А 
4] М527039С4-08 INSTALL ALS4-428-165 INSERT . REV. I 
MS27039C4-08 SCREW 3 г ЗНЕЕТ5 OF 8 
D3672-3 WASHER 5 y ч) 


03391-013 MID TUBE ASSEMBLY. ۸۸۷95004161 WASHER 
1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION AFTER FINISH 
2) INSTALL D3389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-201 PER QSI 015 4PL SECTION L-L A COPYRIGHT © 2005 BY DART AEROSPACE USA, ING 
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3) WELDING: PER DART QSI 004 SCALE 5X NOT TO BE USED FOR ANY PURPOSE OR COPED OR GOMMPRCATED TO ANY OTHER PERSON WITHOUT 
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г: 


16.500 


REFER ТО | 
DETAIL J 1 


DISTANCE TO 
FWD END OF 
D3389-1 WEB 


4.94 


Y 


x 


SEALS DRILL THRU 21/64" (20.328) 
CALI CSINK 20.438 X 45° (BOTH SIDES) 
с 5PL 


INSTALL 
D3681-1 SPACER 


DISTANCE TO 


D3391-023 ASSEMBLY DETAIL 


WELD INTO PLACE 
& GRIND FLUSH 


REMOVE 0.225 
FROM TOP AND BOTTOM 


(0.7 FROM BOTH ENDS) 


Fo TYP 


SECTION G-G SECTIONH-H SPL 
SCALE 5X SCALE 5X 


3391-023 MID TUBE ASSEMBLY PARTS LIST 


ہنشت 
023 


|  X 03391023 | MID TUBE ASSEMBLY 


D2500-1-100 [EXTRUSION 
WEB 


03681-1 


AELS-1032- 130 INSERT 


DRILL 7 
INSTALL AELS-1032-130 INSERT 
AFTER FINISH 


REMOVE 0.030 
FROM TOP AND BOTTOM 


hu -1- 94 


D3391-023 MID TUBE ASSEMBLY 
1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 

2) INSTALL 03389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QS1 015 
3] WELDING: PER DART QSI 004 
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TO TAPER 
MACHINE CONSTANT 


DETAIL V 
TAPER FROM 93.759 


CHAMFER 
30°Х0.060 DEEP 


° DRILL #4 (00.209) 
2 PL 
REF DIST TO CENTER OF BEND 


VIEW BB-BB 
SCALE 4X 


1.526, 000 аш 


88.93 DETAIL V 
D3391-3 AFT DRILLING AND CUTTING DETAIL SCALE 6X 
(MAKE FROM D6014-090 SKIDTUBE MATERIAL) 


- 0.200 —] トー 0.6879 019 


23.500 j 3.300 : Е ym 
93.750 - ` 
` REF ・ 93.750 | £3.200 


REF 


SECTION AA-AA SECTION N-N SECTION P-P SECTION Q-Q SECTION R-R 
SCALE 6X SCALE 6× SCALE 6X 


SCALE 6X SCALE 6X 
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R30.0£2.0 


36.000 
9 EQ. SPACES 
4.000 PITCH 


u 


- E— ———— 


4.2+0.25 ] - ص‎ l gate 
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DRILL THRU 21/64" (@0.328) 
14PL 


DRILL THRU 21/64" (20.328) 


9.1 


DRILL 7 CSINK 90.438 X 45° эл REF k O санк 0438 Х 45° 
DISTANCE BETWEEN HOLE AND 22PL (BOTH SIDES) DISTANCE BETWEEN HOLE AND 2 (BOTH SIDES) 
TANGENT POINT 537 TANGENT POINT 537 
D3391-015 BENDING AND DRILLING DETAIL D3391-025 BENDING AND DRILLING DETAIL 
(SEE CBORE DETAIL BELOW] (SEE CBORE DETAIL BELOW) 
INSTALL 03670-4200 SPACER INSTALL D3670-4200 SPACER 
SEAL WITH МАСМОВОМО 6398 SEAL WITH MAGNOBOND 6398 
GRIND FLUSH GRIND FLUSH 
PRIOR TO PAINTING PRIOR TO PAINTING 


CB4 
(NO CBORE) 


A ED са 
e 04095-049 D4095-049 
WEARPAD 04095-047 WEARPAD. 
D3391-015 ASSEMBLY АМО СВОКЕ DETAIL WEARPAD 
(SEE TABLE) AN3C5A BOLT / N AN3CSA BOLT 
AN960C10L WASHER 


D4095-047 
WEARPAD 


AN3C4A BOLT 
AN3C4A BOLT AN960C 10t WASHER AN960C10L WASHER А 
4PL AN960C10L WASHER зе 4FL 

4PL 


D$391-025 ASSEMBLY AND CBORE DETAIL 


(SEE TABLE) 


PART NUMBER DESCRIPTION 


AFT TUBE ASSEMBLY 
AFT TUBE ASSEMBLY 


SEAL WITH 
SIKAFLEX-241/-291 


DRILL 1 
SPACER CBORE 60.516 X 0.040 DEEP 
WASHER INSTALL ALS4-428-165 INSERT 


4PL 


D4095-047 WEARPAD 
D6014-099 AFT TUBE 


AELS-1032-130 


АМЗС4А BOLT 
03672-1 WASHER 


INSERT. 


AN960C10L WASHER 
INSERT SECTION UD SECTION cc-cc › ode 2P1 DETAILI 
SCALE 3X : SCALE 3X Е L Ë B S Е L SCALE 4X 
Ше -f- 04 


CBORE HOLES MARKED CB1-CB4 AS FOLLOWS AND 
INSTALL AELS-1032-XXX AFTER FINISH AS NOTED 
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AELS-1032-130 
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